1. Apppjving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. — 9888A Malaspina Road, Powell River, BC, V8A 0G3 


5. Work Order/Contract/Invoice 


WO2014-33 


6. Item 
7. Description 


Long Cargo Basket 


8. Part Number 


78410-01 


9. Qty. 


1 


10. Serial/Batch No. 


78401-46 


11. Status/Work 


New 


12. Remarks 


Modified with walkway on lid lAW DCL704 


13a. Certifies that the items identified above were manufactured in 
conformity to: 
S 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~T4a7-~0._CAR 571.10 Maintenance Release 
□ Other regùîifîîm-spegified in blockJ2--- 
" 


Certifies that uniessottiefwise'specified inbiocR~f2,4tie^rk identified in 
block 1 land-descfibéd in block 12, has been perforrriedTn~coinpliance virith 
Jjie-ea?TaS/an Aviation Régulations. 
—^ 
13b. Signera 
m (jZ.L. 


13c. Approved Organization Numtier 


AMF 73-04 


~T4tc-Signati^e 
^— 
~~T4crApptoyed Organizatiori.ilumtigr' 


TsofWame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
16 Feb 2015 
~T4e^OalêjM/mmm/yyyy)„_ 


Installer Responsibilities 
This certificate does not constitute authority to install. 
Installera working In accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 


Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations befbre the aircraft may t}e flown. 
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1. Approving Civil Aviation Authority/Country 


Transport Canada 


2. AUTHORIZED RELEASE CERTIFICATE 
FORM ONE 


3.Fonn Tracking No. 


4. Organization Name and Address 
AERO Design Ltd. - 
9888A Maiaspina Road, Poweli River, BG, V8A 0G3 


5. Work Order/Contract/Invoice 


WO2014-33 


6. Item 
7. Description 


Long Cargo Basket 


8. Part Number 


78410-01 


9. Qty. 


1 


10. Serial/Batch No. 


78401-52 


11. Status/Work 


New 


12. Remarks 


Modified with walkway on lid lAW DCL704; Black 


13a. Certifies that the items identified above v^ere manufactured in 
conformity to: 


El 
Approved design data and are in condition for safe opération. 


□ 
Non approved design data specified in block 12. 


~~T4ar—CIL_C^ 571.10 Maintenance Release 
^ 
□ Other reguiifitJTT-spesified in blockJ2--—— 


Certifies that unless^hjfifwise'specified iribioclrrt2r4tiework identified in 
block ■ Mand.descnbéd in block 12, has been perforrnedTrTcofnpliance with 
Jba-Banadian Aviation Reaulations. 
13b. Signature 
13c. Approved Organization Number 


AMF 73-04 


^T4tjr-Sigoature 
^^ ' ^î4i:^-Appio\red OiganizatiorLhlumtiSr' 


1^/l)iame 
Jeff Clarke - AD02 


13e. Date (dd/mmm/yyyy) 
24 Oct2014 
~T^Wr-Nanie 
^ 


Installer Responsibilities 
This certificate does not constitute autfiority to install. 
Installers working In accordance with the national régulations of a country other than that specified in block 1 must ensure that their régulations recognize 
certifications from the country specified. 
Statements in blocks 13a or 14a do not constitute installation certification. In ail cases, the technical record for the aircraft must contain an installation 
certification issued in accordance with the applicable national régulations before the aircraft may be flown. 


Aero Design Ltd. 
WORK ORDER 
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Date Opened: 


Job #: 
Type / Project: 
Batch Quantity: 


Approval: 
Drawing List: 


Drawing 


25 March 2014 


784 
AS350 / AS355 Long Cargo Basket 
2 
(with lid walkway) 


SH08-16 
DCL784-3, Rev. 3 


Description 


78410, Rev. 1 
- 
84255, Rev. 1 


76411, Rev. 2 
□ 70406, Rev. 0 


78412, Rev. 1 
- 
84262, Rev. 0 
0 70405, Rev. 3 


76421, Rev. 0 


76423, Rev. 2 
- 
84262, Rev. 1 


* 
84261, Rev. 1 


Cargo Basket Assembly 
Handle Assembly 


Basket Body Fabrication 
Front End Cutout (Option) 


Basket Lid Fabrication 
Lid Handle Provisions 
Lid Walk Way (Option) 


TaskSheet Material List 
• 
Provided 
Complété Provided 
Complété 
IT 


Hoop 
\jH) 
^0-^ 


Aft Attachment Hoop 
Basket Handle Provisions 


Handle Bar Assembly 


0^ 
□ 
0 
□ 


0^ 
□ 
0 □ 


□ / □ 
□ 
n 
A^/A 
Ai//^ 
□ 
□ 
□ 
□ 


□ 
□ 
□ 
□ 


Work Order pre-completion Inspection: 


Project is on Approval Limitation Record; 
Document Control List revision level matches (or exceeds) SIC: 
Drawings revision levels match Document Control List: 


Purchase order or Work order source is recorded for each part/ass'y: 
Tests and inspections specifically called out on drawings are complété: 
Release tags associated with ail fabricated parts are attached: 


List ail non-conformities raised: 


Y_ 
Y_ 
Y 


Y. 
Y_ 
Y 


iû. 
:tor Signature: 
; Date: 


Approved Manufacturing Facility 73-04 
Proœss Control Form 
Révision 3, March 2014 


- 
CARGO BASKET LID FABRICATION - COMMON 
/\S 
"2- 
. General 


These instructions apply to al! cargo basket lid assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69812, Revision 3 - 
Standard Low Mounted Basket; Extra-Wide Low Mounted Basket 
94612, Revision 0- Extra-Wide Low Mounted Ski Basket 
76612, Revision 0- High Mounted Ski Basket 


Eurocopter AS350/AS355 - 
left or right 


77612, Revision 1-Short Basket 
69812, Revision 3 - Médium Basket (left and right) 
—V 78412, Revision 2 - 
Long Basket 


94012, Revision 0 - 
Extra Large (ski) Basket 


Robinson R44 - 
left or right 
90612, Revision 0 - 
Standard Basket (left or right) 


Bell 206B - 
right side only 
80212, Revision 0-Short Basket 
80312, Revision 0-Médium Basket 
81112, Revision 0- Long Basket 


Bell 429 - 
right or left 
95912, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75112, Revision 0-Standard Basket 
95512, Revision 0 - 
Extra Large (ski) Basket 


MD600 
82812, Revision 0-Standard Basket 


Options 
70405, Revision 3 - 
Walkway 
70402, Revision 1 - 
Lid Door 
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CARGO BASKET LID FABRICATION 
Complété 


(initiai or SCA #) 
WorkOrder: ^H-33 


DateOpen: 


1. Rim Assembly - Basket Lid 
AO^Ç? 
a. Cut and fit %" x 0.035 material to fit rim jig, 45 degree ends. 
' 


i. 1 or 2 lid prop bushing holes in shorttube-referto drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 


2. Weld Rim Assembly 


a. Record welding rod PO on attached material list. 


3. Inspection 


a. Rim for complété welds 


4. Frame assembly-Lid 
^pç 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 


allow venting of weld gasses through existing holes (i.e. lid prop bushing) 


b. Insert rim from step 2 into jig. 


c. Cut and fit %" x 0.035 material, 21" long, for lid cross members. 


d. Record material PO on attached material list. 


e. Remove writing on tubes with acetone and scotch bright. 


f. 
Drill vent holes into rim to vent cross members into rim. 


g. Locate cross members in lid rim. Referto drawing for spacingof cross members. Clamp cross 
members with C-clamps to Jig. 


5. Frame assembly-Lid with optional walkway modification 


a. Fit cross members to rim in accordance with step 4. 


b. Attach walkway jig with C-clamps. Ensure correct orientation of rim, refer to drawing. 


c. Cut Yi" X 0.035 material for walkway stringers to fit between lid cross members. Record 


material PO on attached material list. 


d. Drill vent holes into cross members at walkway stingers. 


e. Align walkway stringers on walkway jig using cleco clamps near both ends of each stringer, and 
clamp stringer to jig using a C-clamp in the centre. 


6. Weld frame assembly. 
Aù'O ^ 


a. Record welding rod PO on attached material list. 


b. Jigs must remain in place for as long as practical during welding. 


7. Inspection 


a. Frame assembly for complété welds. 
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CARGO BASKET LID FABRICATION 
Complété 


(initiai or SCA #) 
8. Mesh assembiy. 
PrûnQ 
Note: 95912 (Bell 429) does not have mesh. Skip to step 10. 
a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for lid. 


c. Remove surface rust with scotch-brite. 


d. Ensure lid is prepared for mesh on the correct side. 


9. Weld mesh to frame assembiy per drawing. 
/^î)'0 ^ /4D"^^ 


a. General welding requirements for ail lids: 


i. Every intersection on ail edges. 


il. First 5 intersections along cross members, then every second intersection. 


b. MIG weld both short sides. 


c. Clamp lid over spacer at centre of lid to pre-tension mesh. 


i. y*" for lids under 76" 


ii. 1" (check) for lids over 76" 


d. Weld remainder of mesh as indicated in a. 
e. Record welding rod PO on attached material list. 
^ 


10. Weld lid components. 
^00"^ 
a. Handie brackets, locate in accordance with drawing. 
Wy 
f-6 


i. Standard location: 
outside of last cross member on both ends. 


ii. Record handie bracket WO and welding rod PO on attached material list. 


Lid prop bushing(s). 


i. one or two in accordance with drawing. 


ii. Record lip prop bushing WO and welding rod PO on attached material list. 


c. Placard bracket. - 
not installed on 95912 (Bell 429) 


i. Locate on cross member to set bracket in centre bay of lid. 


ii. Record placard bracket WO and welding rod PO on attached material list. 


11. Clean up 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. 


c. Straighten lid using frame attached under welding table. Work carefully, avoid excessive force 
to prevent kinking rim tubes. 
d. Drill #9 through lid prop bushing(s). De-burr hole(s). 
e. Drill for lid bumpers using 1/4" (#3) centre drill. 


i. 3 places for lids under 76" 


ii. 4 places for lids over 76" 


f. Remove surface rust with scotch-brite pad. 


12. Final Inspection 
To be completed by a différent person than the previous steps. 


a. Basket lid assembiy for complété welds, and required minimum mesh weld locations. 


b. Material lists complété. 


c. Overall condition and conformity to drawing(s). 
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CARGO BASKET LID FABRICATION 
Complété 


(initiai or SCA #) 
13. Powder Coating 
a. Parts are to be powder coated jjjAhîte in accordance with commercial practices. 


b. Record powder coating PO. 


c. Inspect powder coating on receiving. 
d. Tag lid assembly and place into stock in préparation for assembly. 
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Work Order: ^{^'"53 


Date Qpened: 


Matériel Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Matériel 
PO/WO 


78412-01 
Lid Assembly 


Step 1 
Rim Assembly 


Step 2 


.2 
3/4" Tube - Long Rim (93.25") 
4130 Steel, y/x 0.035 Sqr. Tube 


.2 
3/4" Tube - Short Rim (22.5") 
4130 Steel, y/ x 0.035 Sqr. Tube 


Weld Rim Assembly 


Step 3 


. A/R 
Welding Rod 
ER70S-2 TIG Rod 
Po# /qoo C 


Inspection - Rim 
None 


Step 4 
Frame Assembly 


Step 5 


.4 
3/4" Tube - Cross Member (21") 
4130 Steel, 
x 0.035 Sqr. Tube ( 
2J2.T 


70405 
Option: Frame Assembly - with walkway 


Step 6 


. 8 
1/2" Tube - walkway 
4130 Steel, Vh" x 0.035 Sqr. Tube l'-iOoC^ 


Weld Frame Assembly 


Step 7 


.A/R 
Welding Rod 
ER70S-2 TIG Rod 
/hOo<' 


Inspection - Frame Assembly 
None 


Step 8 
Mesh Assembly 


Step 9 


. 1 
Mesh (lid -92.5"X22") 
3/4-16F Expanded Mild Steel sheet' 


Weld Mesh 


. A/R 
Welding Rod 
ER70S-6 MIG Wire 


Work Order: 


Date Ooened: 35" 
3o/<f 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Lid Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 10 
Weld Lid Components 


. 1 
84262 
84262-01 
Upper Handie Bracket Assembly 


. .4 
36273-01 
Lid Bracket 
321 Stainless, 0.050 Sheet 


. . 2 
36275-02 
Support 
304 Stainless, 5/16" Rod 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


.2 
49216-01 
Spacer (Lid prop) 
304 Stainless, 14" Dia. 
ZyOM-O'^ 


A/R 
~ 
Welding Rod 
ER308L TIG Rod 
Pc>^ HO 
2. 


. 1 
36204-10 
Placard Bracket 
1018 Steel, 0.035" Sheet 
Vm?# -Z-OtH -/8^ 


. A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 11 
Clean Up 


Step 12 
Inspection - Final Assembly 


Step 13 
Powder Coati ng 


Mi'Ss 
CARGO BASKET BODY FABRICATION - COMMON 


General 


These instructions apply to ail cargo basket body assemblies. Refer to the following drawings, at the current 


revision, for dimensions and détails: 


Bell 206L/407 - 
Right side only 
69811, Revision 3-Standard Low Mounted Basket 


94511, Revision 0- 
Extra-Wide Low Mounted Basket 
94611, Revision 0 - 
Extra-Wide Low Mounted Ski Basket 
76611, Revision 0 - 
High Mounted Ski Basket 


Options 
70404, Revision 2 - 
Front end cutout - 
698 
70411, Revision 0 - 
Front end cutout - 
945/946 


Eurocopter AS350/AS355 - 
left or right 
77611, Revision 1-Short Basket 
76411, Revision 3 - Médium Basket (left or right) 
78411, Revision 2 - 
Long Basket 
94011, Revision 0 - 
Extra Large (ski) Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
764/776/784/940 


Robinson R44 - 
left or right 
90611, Revision 0-Standard Basket (left or right) 


Bell 206B - 
right side only 
80211, Revision 0-Short Basket 
80311, Revision 0-Médium Basket 
81111, Revision 0 - 
Long Basket 
Options 
70406, Revision 2 - 
Front end cutout - 
802/803/811 


Bell 429 - 
right or left 
95911, Revision 0-Standard Basket 


Bell Médium - 
left or right 
75111, Revision 0-Standard Basket 
95511, Revision 0- 
Extra Large (ski) Basket 


Options 
70407, Revision 1 - 
Front end cutout - 
751 
704, Revision - 
Front end cutout - 
955 


MD600 
82811, Revision 0-Standard Basket 


Options - 
Applicable to ail models 
70403, Revision 5 - 
Auxiliary Latch 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 
„ 
(initiai or SCA #) 
WorkOrder: 


DateOpen: 


1. Rim Assembly - 
Basket Body 


a. Cut and fit %" x 0.035 material to fit rim jig. 


i. 1 or 2 lid prop bushing holes in short tube - 
refer to drawing 


b. Record material PO on attached material list. 


c. Remove writing on tubes with acetone and scotch bright. 
d. For extra large baskets - 
drill #30 (0.129) vent holes to vent stringer tubes into rims. 
e. 94611 (206L/407 XL ski) only - 
drill for 4 threaded bushings before assembling rim. 


2. Weld Rim Assembly. 
h' h'O^ 


a. Record \welding rod PO on attached material list. 


b. 94611 (206L/407XL ski) only - 
weld 4 threaded bushings into inboard rim tube. 


3. 


4. 


Inspection 


a. Rim for complété welds 


Frame assembly - 
body 


a. General 


i. Vent holes shall be #30 (0.129), and located inside the structure wherever possible to 
allow venting of weld gasses through existing holes (i.e. lid prop bushing, hoops, etc.) 


b. Grind corner welds from step 2 on rim to allow hoops to sit flat. 


c. Pull required hoops from stock - standard, attachment, handie. 


i. If hoops are not in stock see detailed procédure sheet for spécifie hoop fabrication. 


ii. Ensure vent hole is located at centre of tube to vent spine tubes. 
d. Assemble hoops with attachment lug locating jig and hoop spacing jig. 


i. Ensure correct order and orientation of hoops. Refer to drawing. 
£ 
1. Attachment lugs are on inboard side. 


I ' V 
2. Handie bracket bushings are on outboard side, second hoop from both ends. 
May be on attachment hoops. 


ii. Run 3/8-24 tap into attachment lugs to ensure clearthreads. 


iii. Boit attachment lug locating jig to attachment hoops with 3/8-24 bolts. 


iv. Attach inboard and outboard hoop spacing jigs to ail hoops using 1" C-clamps. Raise jigs 
approximately 2" off table to allow room to weld around hoops. 


V. Attach bottom (spine) jig to ail hoops using 1" C-clamps along the centre line of the 


basket. Ensure jig is straight prior to tightening ail clamps. 
e. Cut Vz" X 0.035 material to fit spine jig. 


f. Cut 34" X 0.035 material for strut to fit from lower inboard attachment to upper outboard rim. 


i. Refer to applicable drawing for position, not required on some baskets. 


g. Option: Cut 34" x 0.035 material for front end cutout. Record material PO on attached material 


list. 
h. 90611 (R44) only: Cut 34" x 0.035 material to fit front end structure. Record material PO on 


attached material list. 


i. 
Drill vent holes into attachment hoop and/or rim to vent strut(s) and front end cutout. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA#) 


j. 
Record hoop WOs and material POs on attached materia! list. 


k. Remove writing on tubes with acetone and scotch bright. 


I. 
Insert rim assembly into jig and set frame assembly onto rim. Ensure correct orientation of lid 
prop bushings in rim to frame. Bushing hole must be doser to attachment side. 
m. Align hoops to rim in accordance with drawing. General positions: 


i. Extra large baskets 
1. inboard side of hoops (attachment side) aligns to OUTSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 


3. forward and aft hoops align to INSIDE of rim 


ii. Ail other baskets 
1. inboard side of hoops (attachment side) aligns to INSIDE of rim 
2. outboard side of hoops (handie side) aligns to INSIDE of rim 
3. forward and aft hoops align to INSIDE of rim, except R44 


5. TIG weld frame to rim assembly. 
a. Ensure lug locating jig and hoop locating Jigs are in place. Jigs must remain in place for as long 
as practical during welding. 
b. Strut tubes and front end cutout (see step 4.f. and g.) must be welded in place after the hoops 
are welded to the rim. Jig(s) must be in place prior to welding strut tubes. 


c. Robinson R44 (90611) requires fitting and welding of forward end after remainder of basket 
frame is welded. Use jig to support front hoop. 


d. Record welding rod PO on attached material list. 


6. Inspection 


a. Frame assembly for complété welds. 


7. Mesh assembly. 


a. Pull sheet of expanded mesh from stock. Record material PO on attached material list. 


b. Cut mesh to size for body. 


c. Remove surface rust with scotch-brite. 
d. Bend body mesh - 
use table with bend markings on top. Lock wheels on table. 


i. For extra wide baskets only- 


1. Set 
angle along edge of table under mesh sheet. Set 1.5" square tube on top 
of mesh aligned with angle on edge of table. Clamp in place with 6" C-clamps. 
2. Bend upper edge of sheet just past a cell intersection to make a flange 2.5" - 
3.25" wide. Gloser to 2.5" is preferred, full cell intersection on flange side at 
bend is required. 


3. Bend down by hand as far as possible, then use a hammer to flatten the bend 


tight against the angle on the edge of the table. 


ii. Using markings on table, align sheet to indicated edge. 


iii. Using markings on table, align 3" tube to required position and clamp tube in place. 


iv. Bend mesh by hand tightiy over tube along length of tube. 


V. Keeping mesh in place, un-clamp 3" tube, move to other position and clamp tube in 


place. 


vi. Bend mesh by hand tightiy over tube along length of tube. 


e. Install attachment lug jig onto basket frame. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 


f. Ensure end struts are welded in basket frame if required by the drawing. 


g. Insert mesh into basket. 


i. General 


1. Some cells may interfère with correct positioning, especially at the upper corners 
and around struts. Bend cell(s) in as required, do not eut cells off. 
2. Ideally welds will be located on mesh intersections. Shift mesh if possible to 


minimize welds located off mesh intersections. 
3. Ensure mesh reaches ail edges of basket BEFORE trimming. Regardiess of 


progress in clamping, remove clamps and shift mesh if required. 
4. Ensure cleco clamps are placed from the inside of the basket to allow removal 
during welding. Cleco clamps may be used from the outside during fitting, but 
must be removed priorto welding. 


ii. Extra large baskets only - 
seat corner of mesh with flange into inboard upper corner of 
frame. Use C-clamps on edge of flange as required to maintain tight fit. 


iii. Starting at inboard top edge of basket, clamp mesh to hoop near top rim using cleco 
clamps onto hoops. For regular size baskets, edge of mesh should sit approximately half 
way up rim tube. 


iv. Working down the inboard side, clamp mesh to hoops with cleco clamps. Clamp down 


into radius of hoop and continue clamping as required to maintain tight fit in corner of 
hoop. After the corners are tight, two clamps just onto the radius on both ends should 
be sufficient to hold the corner tight, remove ail extra clamps. 


V. Clamp mesh to spine in at least 1 place per section. 


vi. Working up the outboard side, clamp the mesh into the radius of hoop and continue 
clamping as required to maintain tight fit in corner of hoop. After the corners are tight, 
2 clamps just onto the radius on both ends should be sufficient to hold the corner tight, 
remove ail extra clamps. 


vii. Trim upper outboard edge of mesh if required, edge of mesh must be low enough on 


rim tube to prevent the weld from protruding above the edge of the rim. Some sheets 
are tapered and may require Yi to 1 cell to be removed over some or ail of the length of 
the basket. De-burr eut edges with a sanding dise on a die-grinder. Straighten eut cells 
with duck-bill pliers. Clamp mesh near upper edge to hoops with cleco clamps after 


trimming. 


viii. Trim ends to land on hoops, at mesh intersections if possible. 


h. Cut mesh to fit ends. Record material PO on attached material list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh l/8"-3/16" down at 45 degrees 


iv. Cut for front end cutout if required. 
90611 (R44) only: Cut mesh to fit upper forward end. Record material PO on attached material 


list. 
Remove surface rust with scotch-brite. 
Ensure mesh is cut at intersections where possible. 


iii. Bend top edge of mesh 1/4" down at 60 degrees. 


iv. Fit mesh to front end of basket. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA U) 
8. Weid mesh to frame assembly per drawing. 
Ab-û:S- Ab-o^ 


a. Ensure lug locating jig is in place prier to welding. 
b. General welding requirements for ail baskets, MIG welding: 


i. Every intersection at top edges. 


ii. Every intersection at ends. 


iii. First 5 intersections down on hoops, then every second intersection. 


iv. Every intersection along spine. 


V. Extra large baskets - 
every intersection along corner. 


vi. Every intersection around ends 


vii. Every intersection along struts (if applicable) 


c. Bend and trim cells bent in to fit mesh as required and weld in position. 
d. Grind high spots off body mesh welds on ends before welding end mesh. 
e. 90611 (R44) on/y-weld lid prop bushing (step 9) into rim BEFORE welding upper mesh on 
forward end of basket assembly. 


f. Record welding rod PO on attached material list. 


9. Weld basket components 
^ 
a. TIG weld lid prop bushing(s), one or two per drawing. 
M 


i. Record welding rod PO on attached material list. 


ii. Record lip prop bushing WO on attached material list. 


b. TIG weld caps to close top of 1" hoops as applicable. 


c. 94611 (Bell206L/407 XL ski) only: eut rim over cross tube gap. 


i. Cut inboard rim on aft end. Grind flush with hoops. 


ii. TIG weld caps on open tubes. 


iii. Record cap material PO on attached material list. 


d. 95911 (Bell 429) only: placard bracket to forward upper corner of basket. 


i. Record welding rod PO on attached material list. 


ii. Record placard bracket WO on attached material list. 


10. Clean up 
-A(^lo 


a. Grind high spots off mesh welds. 
b. Tighten mesh using spécial pliers. Tighten enough to remove "oil canning", where mesh springs 


in or out. Do not tighten in corners of hoops, mesh will be deformed. 


c. Drill #9 through lid prop bushing(s). De-burr hole(s). 


d. Remove surface rust with scotch-brite pad. 


11. Final Inspection 
/}t\ô/ 
To be completed by a différent person than the previous steps. 


a. Basket body assembly for complété welds, and required minimum mesh weld locations. 


b. Filled vent holes - 
usually on hoops 


c. Overall condition and conformity to drawing(s). 


i. Hoops for height. 


ii. Rim for width and length and alignment. 


iii. Lid prop lugs in correct ends. 


iv. Fore/aft strut in hoop if required by drawing. 


d. Material lists complété. 
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CARGO BASKET BODY FABRICATION - COMMON 
Complété 


(initial or SCA #) 
e. Tag complété basket body assembly in préparation for powder coating. 
12. Powder Coating 
a. Parts are to be powder coated^vjtWfe in accordance with commercial practices. 
b. Record powder coating PO. ^ 
CyC 


c. Inspect powder coating on receiving. 
d. Tag basket body assembly and place into stock in préparation for assembly. 
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Work Order: 
33 


Date Opened: .^5^ MA A. Potf 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


1 of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Materiai 
PO/WO 


78411-01 
Basket Assembly 


Step 1 
Rim Assembly 


. 2 
~ 
3/4" Tube - Long Rim (93.25") 
4130 Steei, 
x 0.035 Sqr. Tube 


. 2 
— 
3/4" Tube - Short Rim (22.5") 
4130 Steei, Va" x 0.035 Sqr. Tube 
moo<^ 


Step 2 
Weld Rim Assembly 


. A/R 
— 
Weiding Rod 
ER70S-2 TiG Rod 


Step 3 
Inspection - Rim 
None 


Step 4 
Frame Assembly 


. 4 
76421-01 
Hoop - standard 
4130 Steei, 
x 0.035 Sqr. Tube 
Nco^ 


. 2 
76423-01 
Attachment hoop (aft) 


. 5 
— 
1/2" Tube - spine 
4130 Steei, y/ x 0.035 Sqr. Tube 


Step 4.g. 
70406 
70406-01 
Option; Front End Cutout 


70406-03 
1/2" Tube 
4130 Steei, V2" x 0.035 Sqr. Tube 
Vyvi 


70406-04 
1/2" Tube 
4130 Steei, Yz" x 0.035 Sqr. Tube .m 


Step 5 
Weld Frame Assembly 


.AIR 
— 
Weiding Rod 
ER70S-2 TiG Rod 
W /idOOb 


Step 6 
Inspection - Frame Assembly 
None 


Step 7 
Mesh Assembly 
' 


. 1 
— 
Mesh (Body - 48" x 92.25") 
3/4-16F Expanded Miid Steei sheet 
i-Lyln 
.2 
— 
Mesh (End - 22" X 17") 
3/4-16F Expanded Miid Steei sheet 
riiio 


Step 8 
Weld Mesh 


.A/R 
~ 
Weiding Rod 
ER70S-6 MiG Wire 


Work Order: ^{'^-33 


Date Opened: 
9oli 


Material Tracking Sheet 
Eurocopter AS350 / AS355 
Long Basket Body Fabrication 


2of2 


Ass'y Step 
Qty 


Détail 
Drawing 
Part Number 
Description 
Material 
PO/WO 


Step 9 
Weld Basket Components 


Step 9.a. 
. 2 
49215-01 
Spacer (Lid prop) 
304 Stainless Steel, /4" Dia. 


. A/R 
~ 
Welding Rod 
ER308L TIG Rod 


Step 9.b. 
. 2 
Cap 
1018 Mild Steel, 0.032" Sheet 


.A/R 
~ 
Welding Rod 
ER70S-2 TIG Rod 


Step 10 
Clean Up 
None 


Step 11 
Inspection - Final Assembly 
None 


Step 12 
Powder Coating 


-53 


iws a>«ià oaliiM nWC'iioii 
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^V.| 
DFSCRIPTION Of CHANGE 
1 tNITIALS 
1 
DATE 


21.00 


(12.63) 


R4,00 


NOTES 


1. RENOVE ALL BURRS AND BREAK SHARP EDCES. 


2. HOOP P/N 90510-01 IS JSED AS A OtRECT fCPLACCWENT FCR HCX)P P/N 76421-01- 
OVCRALL HOOl IS REOUCEO BY 1.3B IN. TMfRf ARE NO OTHER CHANGES. 
HOOP P/N 50510-01 IS JSED ON BA9(ET S/N 76401-C1. 76401-02, 78401-01. 77601-01, 77602-01 Owly 


HOOP 


SCALE 1 ; 1 


76421-Qll 01 IHOOP 
14130 STUL CONO. 1 
0.035 SQR TUBE 


WATERIN. SPEC 


UST OF MATERIALS 


(. suRcom 


UNlCSS OTHERWSE SPECfflEO 
DIMENSONS ARE IN INOHES. 
TOLERANCES ON: 
deomals 
angles 
x.xxx ±0.010 
±1/2* 
X.XX 
±0.03 


X.X 
±0.1 


AERO DESIGN LTD. 


COteULTING ENOOrCERS. TRANSPORT CANADA APPROVaLS. DAR 200U 
SOIS - 30TH AVENUE N.C.. CaLCARY. AIRERTA. CANADA. TZE BR? 
UL (403) <M-aaVT 
1403) 360-3333 
w<nr.— 
m 


EUROCOPTER AS350 Se AS355 SERIES 
QUICK RELEASE CARGO BASKET 
HOOP 
DM sa DM M. 
Al 76421 


ramromBriB 
ccrax « 
avu»iD » m 
mmn mk un m 
mwufacww mnrr ne ara camt 9 


DCSCRIPTKM OF CHANGE 


ADDED 78423-07 ASTY ANO 78*23-06 PAHT 
CHANGED LENGTH OF STW (ITEM 05) 


>STUO 
j^5y(76423-0i ASS'Y) 


STUD 
.'54/(78423-07 ASS'Y) 


SCTDIC-C 
nuti 


00.62 


r TUBE 
TAP DRILL Q (0.332) 
rAP 3/8-2A UNF-2A 
0.75 DEEP 
1/2" TUBE 
r TUBE 


17.13 


•0.625 


TAP ORia Q (0.332) 
TAP 3/8-24 UNF-2A 
0.75 DEEP 


OSySCALE \ ; 1 


NOTES 


1. RO40VE AU. BURRS ANO 8REAK SHARP EOGES. 


2. ORIU 3/32 VENT HOLE IN KOOP FOR VENTING OF WELD CASES. 
9CA1£ 1 
1/2" TUBE 


3. VICLCHNC Cf 4130 STEEL TO BE COMPLETEO BY CTAW METHOO 10 AUS26BaC 
•ELOINfi ROC SHAU. CCWFORM TO MIS ER70S-2 OR EQUIVALENT. 
A 
MIL SLOT INTO ITDil 1" TUBE AS SHOVIN, CONTOR END OF 1/2" TUBE 
*T0 MWtMIZE GAP BETWEEN 1" TUBE ANO ITEM 1/2" TUBE. 
^AOJUST SLOT OF CM» (73423-04) TO RT AS REQUIRED. 
1 
TUBE 


MU) sim 


CAP 
TUBE l'/gN 
MU) STEEL SMEET 
a02a SHET 
4130 STEa CCNO 
as X 0.035 SQR TUBE 


I X 0.0rà SÛR TÙBÉ 
TUBE 1(W 
ATTACHMENT HQQP ASSEMBLY 
4130 STEB. COHD. N 
MB.-T-0736 
USED ON 7B4ÏÏ1 


UATEffiAL SPEC 
STOCK S12E 


UST OF MATERIALS 
AERO DESIGN LTD 


ft. RATHWEa 
CONSULTING BN0INEEB8. TRANaPORT CANADA APPR0VAL8. OAR 8MM 
8013 - SOTH A^NUE N.C.. CALCARY. ALBHITA. CANADA, 18B OR? 
M: 
(«01) SM-tOrr 
(âx (401) MO-as*S 
E auficoiN 
ii lAHACHMENT HOOP ASSEMBLY 
■ —^ 
SCALE 1 : 1 


laiATTACHMENT HOOP ASSEMBLY (USED ON 78411) 


UNLESS OTHERWSE SPEOFIEO 
DlkCNSlONS ARC IN INCHES. 
TOLERANCES ON 
DEOUALS 
ANOES 
XJCX ±0.010 
±1/2* 
>cxx 
±0.03 
±0.1 


AS350 8t AS3ââ SERIES 
QUICK RELEASE CARGO BASKET 
AHACHMENT HOOP ASSEMBLY 


AU. FEATURES SMiLAR TO 70423-01 EXCS>T STUDS. SEE SECTION C-C 


SCALE 1 ; 
76423 


REV 
DESCRPTKM OF CHANGE 
MIHALS 
DATE 
0 
INITIAL ISSUE 


1 
CHANGED HAN6L£ CCNFIGURATiaN. REM01C0 ALTERNATE BASKET 
BJC 
27 JAN 10 


05)iiKsiamm^ 
onu. |2i (ai») 
rmCAL S' flTCH 


CHERRY nver 


40008-14 FIT1MC 
4HMO-4I6 «ASHSB 
ON 1* AHACMCHT HOOR 


DETAIL A 


NOTE: 


1. «a DMEN90NS SHOVM ARE FOR REFERENCE 0)«.r. DMEN90NS OF COMRONENTS 


ANO CCWPUTE ASSEHBLY ARE OETERMMEO M PRCVKUS S1EPS. 
@ 
CARGO BASKET ASSEMBLY 


DMU. a» MTD UO 
ENSURE OEAMNCE FROM UESHl 
] 
PLACES MN 


QUICK RELEASE BASKET 4- 


mu M 
MAXIMUM PERMISSIBLE LOAO 
250 LBS/113 KG 
AERO DESIGN LTD. 
^ 
OALONK^AUHnç^iH^ ^ 


BUMPER INSTALLATION 
SCAIE I : I 
DETAIL G 


CRSS23-S-02 


CR3ai^4-02 
40205-14 00 BUMPER 
ARGUS INOUSTRgS 
78427-01 08 PLACARD 
84255-01 07 HANOIE BAR HSTAIXATION 
MS20001P4 08 PIANO HWCE 
38280-01 05 9RACE ASSEMBLY 
78412-01 04 l» ASSEMBLY 
78411-01 03 BASKET BOOY ASSEMBLY 


78410-01 01 CARGO BASKET ASSEMBLY 


UATERIAL SPEC 


UST OF MATERIALS 


BASK COOC 
DASH NO. FOR 0IAME1ER 
REF MAS 523 
'♦-»«- MEAO NEAR SEIE 
. f-mfd, head f/w six 
C-COUNÏRSUNK 
O-PHPU 
OMaT«i OF 9«ns 


TO BE OMPIED 


BASIC CODES 
8J-MS20470AO 
88"MS20426A0 
ARN-CR3213 
A1U-CR3S23 


+ 


DASH HD FOR lEMCIH 


, HSTAa ICHRKCT 
' 


REMO^/ICPLACC RNET 


I EWSTMi RIVET 


e. BURGON 


U1AESS OTHERWISE SPEOFIEO 
DIMENSIONS ARC H MCHES 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 


CttiSULTINO BNQOnDOB. ÎRAMaPOST CANADA APPR0VA18. DAR 880M 
8013 - SOni ATCNUZ NX.. CAUURY. AlXtRTA. CANADA. T2E 6R7 
UL (4aB uc tart 
te («cw ma-ww 


EUROCOPTER AS350 A AS355 SERIES 
OUICK RELEASE SKI BASKET 
BASKET ASSEMBLY 


SHKT 
1 
OF 
1 
Al 
78410 


WHJWUAUlMhkWiiB'UUIMlllllMaWbArKjMlUbiiQ. M 
HÀIW H W WIW Wléf. UV M» Il H 
edm, » owucAKD* wr w**.iieuaof» wwneiuw B1WUTK wiBi «eeiT» «lecr- 
... 
— 
«M Bciat « 
iwufc <r vt diwib m *c ictumi cb 


REV 
OeSCMPTICM OF CHANCE 
INHIALS 
DATE 
MIDAL ISSUE 
RR 
25 JAN os 
CNANOEO AHACH HOOP FRQU 7S423>01 TO 7e423>07 
RR 
oa MAR 09 
CHANGED KANDIE BRACKET. REMOICD ALTCRNATC ftASKET 
PJO 
2B JAN 10 


«EU) e^y MTERseenoM 
(rtwc*.) 


•EU) FRST S MTDESCTKINS DOW 
E^CRr SCCCMO MTERSCCnCN «flER 
HCÛPS 


A(§)-<D 
■ CLi) AU. NTERSECTKM ON 
ETAIL B 


37.50 


56.250 - CENTRE TO CENTRE ON LUCS 


0 
BASKET BODY ASSEMBLY 


DETAIL A 


8CM£ 1:1 


NOTES: 


1. neuove au. bunas ano baeak sharp eoces 


2. PAIOA TO «laJHNC. CXMJ. 3/32 VENT HCXXS IN ASSEUBLY FOR VENT»» OT «CLO CASES. 


«tHEN ASSEMLY IS COUPIXTE. FILL AU. ^T HOLES WTH ROSETTE MELO. 


3. «CIDMC OT AT30 STEEL TO BE COUPLETED BY CTAW UE1HOO TO ANS SBSSC 


«ELOmO ROO 91AU. CONTORM TO eR70S-2 OR EQUIVALENT. 
^MSTALL ITEM fl (HANOLE BRACKET ASSEMBLY) M ACCOROANCE «TH ACRO OESNN LTD. ORAWNO 04362 


TVP 2 PLACES. 


S. ÎHOROUGHLY CLEAN ANC POMOER COAT BASKET SUB-ASSCMBUES PRIOR TO ASSEMBLY. 


A^ 
3/4 - 1«F 
00 
HESK 
STEa 
STEa 


2 
84262 
06 
HANOLE BRACKET ASSEMBLY 
2 
49215-01 
07 
SPACER 
4 
70421-01 
00 
HOOP 


9 
70423-07 
05 
AHACHMENT HOOP 
A^ 
04 
SOUARE TUBE 
4130 STEa CCNO. N 
MX-T-S730 
1/2 X &032 SQR TUBE 
A^ 
03 
SCUARE TUBE 
4130 STCa COND. N 
MIL-T-6730 
3/4 X 0.032 SOR TUBE 
02 
S 
70411-01 
01 
BASKET BOOY ASSEMBLY 


01 
PART NO. 
ITEM 
DE8CRPTI0N 
HATERIAL/NOTC 
MATERIAL SPEC 
STOCK SIZE 


OTY 
UST or MATERIALS 


E. BURGON 


UNlfSS OTNERMSE SPECnCO 
0MCN90NS ARE M MCHES. 


TOLERANCES ON: 
0O3MALS 
ANGLES 
*,XXX ±0.010 
±1/2* 
X.XX 
±0.03 
XX 
±0.1 


AERO DESIGN LTD. 
CIWSUITINO BNGINBRa. TRAN8P1MT CANADA APPBDVALS. 0 


BOLS - SBTN AYKNUE N.t.. CALQARY. ALBDtTA. CANADA. 1 
IM: (4es) Ma wart 
i» (M*) mo-tta 


EUROCOPTER AS350 & AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET BOOY ASSEMBLY 


SHEET 
1 OF 1 


" ow. *a 


■ Al 
78411 


1.1€ «OWMT MCS » WtUnO « 


REV, 
DESCRIPTION OF CHANCE 
INITIAIS 
OATt 
0 
INITIAL ISSUE 


1 
àHAHCtti HANfxi Srackets. REMOVE ALTETMATE UO 
BJC 
28 JAN 10 


DETAIL C 


SCALE 


DRU 1/2* 
THROUGH QNC StC ONLY 
*eld sraccr m ^acc 
i-j^j 0«U. I» (0.1#€*) 
ATTO flEUmC 
B01H EWS 


04) ^ 
c. 


DETAIL A 
_L 


DETAIL A 
i. 
i 
T 
T 
@ 
BASKET UD ASSEMBLY 


DETAIL B 
DETAIL B 


nWCAL 
EVCRY 3 PLACES 
OR AS PRACnCM. 


NOTES: 


1. REUOVE AU. SURRS ANC BREAK SHARP EDGES 


2. «ELDWC OF 41S0 SITO. TO SE COUPLETEO 8Y CTAW iCTHOO TO AMS 2MBC. 


«CLDMG RX SHAU. CONFÛftH TO ER70S-2 OR EQUIVALENT. 
^INSTAa ITEM 9 (HANOLE BRACKET ASSCUBLT) M ACCORDANCE MTH AERO DESGN LTO. ORAWNG M262 
TYP 2 PLACES. 


4. WHDI ASSEua.Y IS COMPLETE. PU. AU VENT HOLES MTM ROSETTE «CLO. 


9. THOftOUOHLY CLEAN ANO POMDER XAT BASKET SUB-ASSEUajES PRIOR TO ASSEMBLY. 


A/R 
3/4-16f 07 MESH 


1 
J6204>10 m 
PLACARD BRACKET 
1 


S 
É 


m 
UPPER HANOLE BRACKET ASST 
2 
48218-01 04 SPAGCR 
A/R 
oS SQUARE TUBE 
4130 STEEL COND N. UIL-T-8738 
S/4 X a03S SCR TUBE 
02 
78412-01 
01 
BASKET UO ASSEÏMLr 


01 
PART 140. 
ITEM 
OESCRIPTION 
MATERAL 
UATERAL SPEC 
STOCK SiZE 


UST OP MATERIALS 


DETAIL B 
LOOKING AT BOTTOM 


DETAIL A 
LOOKING AT TOP 


E BURCOIN 


UNLESS OTHERWSE SPEOFCD 
DIMENSIONS ARE W MCHES. 
TOLERANCES ON: 
OEOMAL5 
ANGLES 
x.m ±0.010 
±1/2' 
X.XX 
±0.03 
X.X 
±0.1 


AERO DESIGN LTD. 
CORWLTIMG BNCtNEERS. TRANSPORT CANADA APnOVALS. DAR BOOM 
8019 - MTH AVKNUE N.B.. CALCART, AIORTA. CANADA. TBB «R7 
Ul- (48») «4-4dtT 
te» (444) 


EUROCOPTER AS350 Se AS355 SERIES 
OUICK RELEASE CARGO BASKET 
BASKET UO ASSEMBLY 
SCALE1 : 4 [»«« 
^ 
sH^rrirr Al 78412 
1 


REV. 
DESCRIPTION OF CHANGE 
INIT1ALS 
DATE 
0 
INITIAL ISSUE 


1 
INCREASE LOAD TO 250 LBS / 
113 KG 
BJC 
JAN 27/10 


DRia #30 (0.129) 
4 PUCES 


NOTES 


ENGRAVE 0.007 DEEP AS FOLLOWS: 
"QUICK RELEASE BASKEr - 0.125 HIGH 
"EUROCOPTER AS350 & AS355 SERIES" - 0.080 HIGH 
"S/N 76401-XX* - 0.080 HIGH 
'MAXIMUM PERMISSIBLE LOAD* - 
0.125 HIGH 
"250 LBS/113 KG" - 0.200 HIGH 
"AERO DESIGN LTD." - 0.125 HIGH 
"CALGARY, ALBERTA, CANADA" - 0.080 HIGH 
"403-250-8027" - 0.080 HIGH 


QUICK RELEASE BASKET o 
EUROCOPTER AS350 êt AS35S SERIES 
S/H 78401-01 
MAXIMUM PERMISSIBLE LOAD 
250 LBS/113 KG 


o 
AERO DESIGN LTD. 
CALGARY. ALBERTA. CANADA 
403-250-8027 


2.88 


3.25 
@ 
PLACARD 


78427-01 
01 
PUCARD 
6061-T6 ALUMINUM 
QQ-A-250/11 
0.063 SHEET 


PART NO. 
ITEM 
DESCRIPTION 
MATERIAL 
MATERIAL SPEC 
STOCK SIZE 


UST OF MATERIALS 


APPROVALS 


ORAWN: 
R. RATHWELL 


CHECKED; 
E. BURGOIN 


DATE 


18 FEB 08 


UNLESS OTHERWISE SPECIFIED 
DIMENSIONS ARE IN INCHES. 
TOLERANCES ON: 
DEOMALS 
ANGLES 
X.XXX ±0.010 
±1/2* 
X.XX 
±0.03 
X.X 
±0.1 


AEEO DESIGN LTD. 
CONSULTING ENGINEERS, TRANSPORT CANADA APPROVAIS, DAR 290U 
2013 - 39TH AVENUE N.E., CALGARY, ALBERTA, CANADA, T2E 6R7 


tel- (403) 360-B037 
fax: (403) 360-8333 
ww.aerodealgii.oa 


EUROCOPTER AS350 & AS355 SERIES 
QUICK RELEASE CARGO BASKET 
PLACARD 


SCALE 1 : 1 


SHEET 1 OF 1 


DWG. aZE 
Al 


DWG. NO. 
78427 


REV. 
1 


\ 


Aero Design 


Parts Distribution Sheet 


WO# 


From PO or WO # 
Quantity 
Description 
Part Number 
For WO # 


^('P 
P/ 
■ 4-s, 
(^-MrArV 
fA-V 


Approved Manufacturing Facility 73-04 
Form 20.F.G6 
Rev. Original 27 May 2013 


